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This invention relates toibag making and fill 
jing machines useful for example in retail vor 
otherstoresin packagingfood commodities such 
as vegetables, fruits, potato chips, nuts, sugar 
and other granulated or pulverulent products, 
etc., .for convenience of storage and/or subse 
‘quent carriage. 

More speci?cally, my invention is concerned 
with machines for producing bags successively 
from thermo-plastic tubing which may be of 
“polyethylene,” “cellophane” or‘the like, its chief 
aim being to provide a machine suitable for this 
purpose which issimple in construction; which is 
reliablein operation; and which is adaptable for 
the formation of bags .of different lengths and 
capacities from tubing of a given diameter, as 
well as .for use in it of tubing of different diam» 
.eters. _ . 

Brie?y described. the machine which I have 
devised for the attainment of these objectives - 
comprises a. vertically-arranged axially-hollow 
holder for supporting a longitudinally-compacted 
length of the tubing with capacity to ‘be drawn 
‘downward as needed for successive bags; a pair 
01’ horizontally-arranged opposing reciprocable 
arcuately bighted crimping elements capable of 
retraction to allow passage of the tube between 
them, and adapted upon relative approach at 
each actuation, to close in ‘upon the tube and cir 
cumferentially crimp it and thereby form a short 
axial constriction; vertically-spaced mold ele 
ments associated with the crimping elements for 
gripping and holding the constriction com 
pressed; and an electrically heated element with 

. means for passing it through the interval be 
tween the mold elements to cut across the con 
striction with attendant fusion and integration 
of ‘the compressed tube material within the con 
?nes .of the mold elements, to closea ?lled ‘bag 
and at the same time form the bottom of a new 
bag, 
In connection With a bag making and ?lling 

machine having the foregoing attributes, it is a 
further aim of my invention to provide regulat 
able means whereby the time interval for the ac 
tive pass of the heated element can be predeter 
mined to insure complete fusion of the com 
pressed tube material of the constriction within 
the con?nes of the moldelemen-ts. 
Other objects and attendant advantages will 

appear from the following detailed description 
of the attached drawings, wherein Fig. 1 shows 
the front elevation ‘of my improved bag forming 
and filling machine. 

Fig.2 is a side elevation of the machine as seen 
from the right of Fig. .1. 
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Fig. 3 isa fragmentary view in vertical‘section 
taken as indicated by the "angled arrows ‘III-III 
in Fig. l, and drawn to a larger scale. 

Fig. .4 is a fragmentary view‘in‘horizontal‘sec 
tion taken .as ‘indicated by the angled arrows 
IV-IV in. Figs. 31 and 3. 

Fig. dis a horizontal section taken'as indicated 
by theangled arrows V--V in‘Fig. 1 showing the 
tube crimping elements in substantially closed 
position. 

Fig. 6 is a'fragmentary'view in vertical section 
taken as indicated by the'angle'd arrows VI—VI 
in Fig. 5. 

Figs. 7 and 8 are views respectively like Figs. 5 
and 6 showing the bag ‘closing elements in fully 
closed position, and 'the sealing‘element in its 
fully advanced position at the end of ‘a bag clos 
ing and sealing cycle‘of the ‘machine. 

Fig. 91s a fragmentaryview‘in ‘front elevation 
of the ‘lower part of 'the‘machine corresponding 
to Fig. 1, but with the crimping elements and the 
sealing element in .fully ‘retracted position to 
clear the‘tubing. 

Fig. 10 is .a fragmentary view ‘partly in side 
elevation and. partly ‘in vertical section taken as 
indicated by the angled arrows X>—X in Fig. 9. 

Fig. 11 is a horizontal section taken as‘indi 
cated by the angled arrows XI—-XI in Fig. 9. 

Fig. 12 is a fragmentary view partly in front 
elevation and partly in ‘vertical section taken as 
indicated by the angled arrows XII—XII in 
.Fig. 11. 

Figs. '13, 1.4 and 15, 16 are fragmentary views 
on an enlarged ‘scale ‘in top ‘plan and in hori 
zontal sectionshowing, to better advantage, the 
action of the ‘crimping and sealing elements. 

Fig. 17 is a transverse fragmentary detail sec 
tion taken as indicated by the angled arrows 
XVII——XVII in vFig. B. 

Fig. 18 is a brokenoutiperspective View of one 
of the crimpingelements. 

Fig. I9 is a. perspective view of certain of the 
component parts of one of the crimping elements. 

Fig. 20 ‘is a detail view in section taken as in 
dicated by the angled arrows XX-XX in Fig. 5. 

Fig. 21 ‘is an enlarged detail view looking as 
indicated by the angled arrows XXL-XXI in 
Fig. 2, and showing the parts within the area of 
the broken line rectangle XXI in Fig. 1. 

Fig. ‘22 shows the axial section of a dash pot 
used as a motion retarding device in the ma 
chine. 

Figs. 23-27 are diagrammatic views ‘showing 
successive stages in the operation of the ma 
chine. 
As herein exempli?ed, my ‘improved bag ?lling 
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machine has a skeleton frame I of structural 
iron with a plate 2 (Figs. 3 and 4) mounted over 
and secured to spaced bars 3 extending cross 
wise between the front and rear horizontals d 
and 5 at the top of said frame, said plate hav 
ing a circular central opening with an upstand 
ing circumferential ?ange 5. The articles or 
commodities to be packaged are introduced 
through a hopper ‘E whereof the outlet neck {3 
fits into the opening or plate 2. Diametral pins 
9 on the hopper neck 8 engage, bayonet-lock 
fashion, into undercut notches iii in the ?ange 
5 of plate 2 to removably secure the hopper 'l' in 
place. Removably attached to the bottoms of 
the cross bars 3 in coaxial relation with the 
opening plate 2 by means of headed stud and 
bottom hole means at H, is an annulus i2 hav 
ing a pendent ?ange [3. The thermoplastic 
tubing T from which the bags are to be formed 
is slipped over an axially hollow spool-like holder ‘I. 
it whereof the body is perforated and provided 
with circumferential ?ange heads l6 and H at 
its opposite ends. The perforations in the body 
55 permit the escape of air trapped betweenthe 
tubing and the outer surface of the holder. In 
applying the tubing, it is longitudinally crumpled 
or compacted on the holder id as conventionally 
indicated at a in Fig. 3. Accordingly, a consider 
able length of the tubing is available for the 

. making of a great number of bags before re 
. plenishment becomes necessary. The loaded 
tube holder i5 is placed in the machine by en 
gaging its upper end over the pendent ?ange i3 

. of plate if from beneath and then secured by 
the clamp levers designated I8. As shown, these 
levers is are fulcrumed about fixed studs 59 on 
plate 12 and have eccentric cam portions 2% which 
clampingly engage the top head N5 of the holder 
15 at diametrically-opposite points. 
Constrained to movement in fixed horizontal 

guide bars 2! somewhat above the mid-height of 
the frame I are opposingly-arranged bag crimp~ 
ing elements in the form of slides 22 and 25 
which, except for being reversely positioned as 
shown in Fig. 5, are identical in construction. 
Each slide 22, 23 comprises three blades 24, 25 
and 25 in superposed relation, which are rigidly 
secured centrally of their outer edges to a clevis 
lug 21 by means of screws 28. It will be observed 
that the b1ades25, 25 are spaced from each other L 
by a relatively narrow interval, and the pair is 
spaced from the blade 24 by a distance equal to 
the vertical thickness of the clevis lug 2?, the 
proportioning being such that the blade 24 of 
one slide ?ts into the interval between the paired?‘ . 
blades 25, 26 of the other slide. The blades 
24—2t7 are exact counterparts of each other and 
have arcuate bights 28 which extendinwardly of 
their confronting edges and terminate in rela 
tively narrow notches 29a. The bights 29 are 
symmetrical in respect to the axis of the holder 
i5 both longitudinally and transversely of the 
machine, and are suitably shaped to prevent tear 
ing of the bag material as the slides are moved 
toward each other to bag-closing position in a 
manner which will be described later.’ Perma 
nently secured to the blades~24 are nonmetallic 
blocks 30 of ?ber or other suitable insulation 
which are equal in width to the notches 29a, and 
which extend from said notches to the clevis 
lugs 21; and similarly secured to the'blades 25, 
are blocks 3| of like material which are shaped 
to extend about the bights 29 in the latter blades, 
the flanking portions of the last mentioned 
blocks being bevelled off as indicated at 31c. 

4 
The slides 22 and 23 are operable by means of 

a treadle 35 a?ixed to a rock shaft 36 in the 
lower portion of the machine I, together with a 
horizontal arm 31. By means of links 38 and 
39, the arm 31 is connected to arms 46, 4! re 
spectively ?xed on rock shafts 42, 43 which are 
journalled in inwardly-extending bearing brack 
ets 44, 45 at opposite sides of said frame I ap 
proximately at the mid-height of the machine. 
The distal ends of other arms 4%, 4'! also affixed 
to the rock shafts 42, 43, are pivotally connected, 
with interposition of short links 48, 49, to the 
clevis lugs 2'5 on the slides 22, 23. Springs 50 
and 5| in?uential upon the linkage connections 
just described, serve to normally keep the treadle 
35 raised with the slides 22, 23 in closed position 
as in Figs. 1', 7 and S. 
In being drawn off-the holder I5 during'bag 

formation, the tubing T is controlled by a pair 
of rollers 52 which bear upon it at diametrically 
opposite points at the level of the lower head 
H of said holder. The rollers 52 are supported 
by spring-urged plunger rods 53 guided for end 
wise movement in brackets 54, and are restrained 
by friction brake tongues 55 of which the pres 
sure is adjustable by means of thumb screws 56. 
The means which I have devised for sealing 

the bags and separating them successively from 
the tube '1‘ includes an electrically-heated ?la 
ment loop 5? which projects from the distal end 
of an arm 58 on a vertical axis shaft 59 rotatively 
supported in ?xed brackets cc. A. spur Wheel 
65 on shaft 5%} meshes with a spur pinion 62 on 
another vertical axis shaft 53 also rotative in 
lower bracket 60. Also secured to shaft 63 is 
a gear wheel 64 which meshes in turn with rack 
teet E5 on the position rod 66 of a horizontally 
arranged stationarily supported dash pot 6.1. For 
a purpose later on explained and as shown in 
Fig. 20, the gear wheel 64 is provided in its bot 
tom face with an eccentrically disposed hemi- ' 
spherical socket indentation 64a for engagement 
by the rounded end of'a plunger detent 58 which 
is axially movable in the lower bracket .68, and 
yieldingly urged upwardly by an adjustable 
spring 69. As shown in Fig. 22, the piston 10 of 
the dash pot 6? has ports which are normally 
closed by a spring-biased disk ii; and a spring 
‘I2 coiled about the piston rod 56 and the head 
of the dash pot cylinder tends to urge said rod 
leftward, Bleeding of air from the rear end of 

V the cylinder is regulatable by means of the stop 
cock indicated at ‘i3. The distal end of dash pot 
piston rod 65 is slidingly guided in the bracket 
69, and secured to it in the interval between said 
bracket and the dash pot 6'! is a ?anged collar 
15. For actuating the dash pot piston rod 10, 
there is shown a bell crank lever is‘ which is 
fast on a transverse shaft 1‘! journalled in the 
frame l. 
rounded cam end 19 for engaging the ?anged 
collar 15 from the left when said lever is moved 
clockwise. 
end 19 of arm ‘l8 and adjustable in an offset 8| 
of said arm is adapted to engage the collar ‘l5 
from the right when the lever ‘is is moved 
counterclockwise. The other arm 82 of lever 
16 is connected, by means of a link 33, to an arm 
85 ?xed on rock shaft 42. Current flow to the 
?lament loop 5‘! is controlled by a micro switch 
36 which is mounted on one of the rear hori 
zontals of the frame I with the end of its ac 
tuating ?nger 8‘! in the path of the collar 15 
on the piston rod 66 of’ the dash pot cylinder 61; 
Current for heating the glow loop 51 is supplied 

The upright arm 18 of lever 16 has a > 

A set screw 8!] spaced from the cam ' 



> 2,658,858 

5 
from the secondary of a transformer under regu 
lation of a rheostat, the ‘latter two‘ elements be 
ing respectively designated 88 and 89 and shown 
also as being mounted on the frame I. It is to 
be understood that, in practice, the switch 2.6 
and the rheostat 88, and a hand switch shown 
at 90 at the top of the machine, are connected 
in series with the secondary coil of the trans 
former 88. 
During introduction of the articles into the 

tube T, the slides 22-23 are fully retracted as 
in Fig. 11, and by the weight of the articles, the 
tube is drawn downward off the holder 15 until 
the bottom end thereof comes to rest on a plat 
form or shelf 8| in the ‘lower part of the ‘ma 
chine. Secured medially of the bottom face of 
platform 9| adjacent the rear edge, is a ?exible 
rod 92 (Fig. '7) whereof the ends project through 
pendent horizontally-slotted plates 93 at the 0p 
posite side edges of the platform. ‘The protrud 
ing ends of the rod 92 are selectively engageable 
with edge notches in two ?xed vertically-ar 
ranged rack bars‘ 94 within the frame, see Fig. 
10. Projecting laterally from the side edges of 
the platform 9| adjacent its frontal edge are 
transversely-aligned studs ‘85 which are selec 
tively engageable into edge notches in the up 
right legs 96 of a vertically reciprocable U-shaped 
element 91. As shown, this element 91 has cy~ 
lindric rod extensions 98, 99 at the top and bot 
tom, slidably engaged respectively in inwardly 
reaching guide brackets I00 on the frame I and 
in angle bars HJI extending transversely between 
front and rear frame horizontals I02 and 193. A 
yoke-like link I85 pivoted at its upper end to the 
cross bar “it of the element 91, connects the lat 
ter to the treadle 35. 

Operation 

In preparation for the operation of the ma 
chine, a suitable length of tubing T slid onto the 
holder 15 until its leading end is stopped against 
the ?ange head 16. The material is then com 
pletely gathered upon the narrowed body of the 
holder, and retained thereon through stopping of 
its opposite end behind the ?ange ‘head 17. After 
being so charged, the holder [5 is placed in the 
machine by engaging its top end upwardly over 
the pendent ?ange ‘I3 of annulus l2, whereupon 
the holder secured by means of the clamp levers " 
It as shown in Figs. 3 and 4, and as previously 
explained. vWith this preparation, the machine 
operator depresses 1treadle 35 to fully retract the 
crimping elements 22 and 23 as in Figs. 11, 12 
and 23. the partial counterclockwise rotation 
incidentally imparted to shaft 42, the arm 18 of 
hell crank '56 is moved rightward from‘ the po— 
sition of Fig. 3 to the position of Fig. 12 and, 
through coaction of its cam end 13 with the 
flanged collar 15,, the ‘piston rod 56 is drawn out~ 
ward of the dash pot cylinder 12, with attendant 
compression of the spring 12 within the latter 
and release of the operating ?nger 81 of switch 
86 to permit current flow to the glow loop ‘5?. 
At the same time, the arm 58 carrying the ?la 
ment loop 57 is withdrawn to the position in 
which it is shown in Fig. 11 out of the path of the 
tubing T, by action of the rack teeth ,65 of piston 
rod 55 upon‘the gear train 64, 62 and GI. The 
arm 58 will be cocked in this position through 
entry of the stud 53 into the depression 64a in 
the gear wheel 64, as shown in Fig. 20. At this 
stage, a suf?cient lengthof the tubing T is drawn 
downward off the holder l5 to bring its free ‘end 
to a level somewhat below the plane of ‘the crimp; 

40 

(if) 

75 

,ing elements 22, 23 asshown in Fig. 23. treadle 35 is then released to allow the crimping 

elements '22, 23 to close in upon the tube to the 
extent shown in Fig. 5 .and in dash-dot lines in 
Fig.‘ 24, by the pull of springs 50 and 51 upon the 
actuating linkage to which ‘said elements are 
connected. As the elements 22, 23 approach 
each other, the material of the tubing is erimped 
.circumferentia'lly, after the manner shown in 
Fig. 13 by the smooth. gathering action of the 
‘liberal opposing edge curvatures of the bights 
239 in the blades 23, 24, ‘25, into a relatively short 
constriction .of small cross sectional area with 
in. the notches 29a .of said blades and the now 
interengaged cooperating wedge blocks 30, ‘3!. 
At this stage, the arm 58 is .still held in the 
withdrawn position of Fig. 5 by ‘the restraining 
action of the detent 68 upon the gear wheel 6. 
The operator’now depresses the treadle I01 and 
so causes the elements 22, 23 to be moved some 
what more toward each other, with the result 
that ‘the gathered portion of the tube material 
is more tightly compressed between the notches 
29a of the blades 23, 24, 25 and the mold blocks 
30, 3| as shown in Figs. 7, 15, 16 and full line 
position of Fig. '24. By the additional counter 
clockwise movement incidentally imparted to hell 
crank lever 16, the screw 80 in .the offset SI of 
said lever, by engagement with the ?anged disk 
15 (Fig. 61), causes the piston rod 66 of dash pot 
6'! to be shifted su?iciently to the left for release 
of the gear wheel 64 from the detent stud 68 
(as indicated by dot-dash lines in Fig. 6). The 
spring 12 in the dash pot cylinder now takes 
over to move the ‘piston rod 66 leftward at a 
rate ‘determined by adjustment of the bleed cock 
"#3 whereby, through the gearing 65, 64, 62 and 
SI, the arm 53 is “slowly swung counterclockwise 
to the dash and ‘dot line position ‘of Fig. 5 from 
the‘full line position of Fig. 7 to pass the ?lament 
51 horizontally through ‘the interval between 
the closed-vertically spaced mold blocks 30, 3i 
on the blades of elements 22, 23. In this way, 
the compressed constriction of the tube ma 
terial is severed crosswise, and sufficient time is 
afforded for fusing thereof within the con?nes 
of the mold blocks 30, 3|. Ordinarily, a time 
interval of three seconds is found to be adequate 
for the purpose. The integrated button of the 
tube material thus formed, hermetically seals 
the bottom of the tube. Eventually as the piston 
rod 66 of dash pct 61 completes its leftward 
stroke, the ?anged disk 15 re-engages the actu 
ating member 81 of micro switch 86 to re-open 
the latter and interrupt current ?ow to the fila 
ment 51. In the meantime the desired number 
or 'unit quantity of the commodity or com 
modities to be packaged are introduced from 
above into the tube through the feed hopper 'l 
and the holder I5 as shown in Fig. 24. The 
operator then again depresses the treadle 35 to 
fully retract the crimping elements 22, 23 with 
incidental tilting of the platform 9| as in Fig. 
25, whereupon the tube drops under the weight 
of its contents until its bottom end encounters 
said platform. Due to the ‘tilt of the platform 
9! an additional amount of the bag material is 
withdrawn from the holder to allow closing of 
the tube over the contents as about to be ex 
plained, the draW-o? of excessive material from 
the holder l5 ‘being prevented by the restraining 
action of the rollers 52, as will be readily under 
stood from Figs. land 21. The recovery .of the 
tilted platform raises the charged tub-e, making 
available for‘ closure purposes this additional 
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bag material. ' ith the tube now charged as in 
Fig. 25, operator releases the treadle 35 to allow 
the crimping elements 22, 23 to close upon the 
tube T over its contents, and immediately there 
after depresses the treadle Hi1 as in Fig. 26. 
As a consequence, a new constriction is formed 
and severed, with incidental separation of a 
closed top-sealed bag 3 from the tubing T and 
formation of a sealed bottom for a succeeding 
bag. After a new commodity charge is intro~ 
duced into the tubing during the closed phase of 
the crimping elements 22, 23 as in Fig. 26, the 
treadle 35 is again depresed as in Fig. 27 for 
retraction of said elements as before, so that 
the tube can descend upon removal of the ?lled 
bag 13. The foregoing cycle is repeated over and 
over again until thesupply of tubing on the 
holder is is exhausted. 
Due to the ?exibility of the rod 92 on platform 

ill, its ends can be selectively engaged in the . 
notches of the‘ rack bars 84 and the studs 95 
likewise selectively engaged in the notches of 
the element as, to raise or lower the platform 
and so adapt the machine for making and filling 
bags of different heights and capacity from tub 
ing of one diameter. Moreover, the machine 
can be adapted for operation upon tubing of 

7 different diameters through use of holders [5 of 
correspondingly diiferent diameters, and by sub 
sti'tuting, for the ring l2 (Figs. 3 and Z2), others ‘ 
with flanges “to it such holders. 
A modi?ed form of the holder i5 is formed 

with an oval cross-section and is mounted in 
the machine with the longitudinal axis of the oval 
extending longitudinally of the machine whereby - 
the gathering in of the bag material by the 
blades ‘Mi-25 is facilitated. See T’ in Fig. 11 
which designates tubing mounted on a holder 

' having such an oval cross-section. 
Having thus described my invention, I claim :7 
1. In a bag making machine, two opposing 

relatively reciprocated crimping elements for 
laterally contracting intermittently-advanced 
thermoplastic tubing at lengthwise intervals, said 
elements having complemental bights and nar 
row constraining notches centrally of said bights, 
operative upon relative approach at each actua 
tion, to progressively gather in the material of the 
tubing circumierentially into a relatively short 

constriction within a small opening jointly 
formed by the notches at the completion of the 
inward movement of said elements; and means 
for sealing the tube material in the constriction 
while constrained within said opening, spring 
'means for urging the crimping elements toward. . 
each other to closed or clamping position; means 
for imparting additional inward movement’ to 
the crimping elements after each closure by the 
spring means to more tightly compress the con 
striction; and means for retracting the crimping 
elements against spring resistance after sever 
ance of the constriction by the sealing means. 

2.11s a bag making machine, two opposing 
relatively reciprocated crimping elements, each 
comprising a pair of spaced ?at parallel cen 
trally notched bighted blades with a blade of 
the one overlapping the corresponding blade of 
the other and with mold blocks similarly notched 
and secured to the confronting faces of the com 
ponent blades of each pair, said elements being 
adapted upon relative approach to progressively 
gather in the material of intermittently-ad 
vanced thermoplastic tubing into a relatively 
short axial constriction of small diameter, a nor 
mally retracted‘heated element; and means for 

40 

8 
moving the heated element crosswise of a clear 
ance interval between the mold blocks on the 
blades of the crimping elements to sever the con 
striction while clamped in a small opening jointly 
formed by the notches of said blades and said 
blocks with incidental fusion and integration of 
the tube material in said constriction. ' ' 

3. A bag machine according to claim 2, where 
in the blades are of metal and the mold blocks are 
of insulation; and wherein the cutting and seal- 7 
ing element is electrically heated. 

4. In a bag making machine, means for later 
ally contracting intermittently-advanced ther-r 
mo-plastic tubing at intervals of its length com 
prising opposing retractable crimping elements 
adapted upon relative approach at each actua- ' 
tion, to gather in the material of the tubing cir 
cumferentially into. a relatively short axial con— 
striction; spring means for urging the crimping 
elements toward each other to closed or clamping 
position; means for imparting additional inward 
movement to the crimping elements after each 
closure by the spring means, to more tightly come 
press the constriction; a heated cutting and fus— 
ing element; means for moving the cutting and 
fusing element through a clearance between the 
crimping elements to sever the constriction with 
incidental fusion and integration of the tube maé 
terial within the constriction; and means for re 
tracting the crimping elements against spring re 
sistance after severance of the constriction by the 
cutting and fusing element. 

5. In a bag making machine, means for later 
ally contracting intermittently-advanced open 
thermo-plastic tubing at intervals of its length 
comprising opposing retractable crimping ele-' 
ments adapted upon relative approach at each 
actuation, to gather in the material of the tub 
ing circumferentially into a relatively short axial 
constriction; a heated cutting and fusing ele 
ment; spring means for moving the cutting and 
fusing element through a clearance between the 
crimping elements to sever the constriction with 
incidental fusion and integration of, the tube ma 
terial in the constriction; means operative upon 
retraction of the crimping elements, to withdraw 
the cutting and fusing elements against spring. 
resistance out of the way of the tubing; detent 
means for locking the cutting and fusing ele— 
ment in retracted. position; and means opera 
tive to release the detent means after the crimp 
ing elements have closed in upon the tubing. 

6. In a bag making machine, means for lat 
erally contracting intermittently-advanced open 
thermo-plaistic tubing at intervals of its length 
comprising opposing retractable crimping ele 

, ments adapted upon relative approach at each 
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' actuation, to gather in the material of the tube 
circumferentially into a relatively short axial 
constriction; a heated cutting and fusing ele 
ment; spring means for moving the cutting and 
fusing element through a clearance between the 
crimping elements to sever the constriction with 
incidental fusion and integration of the com 
pressed tube material within the constriction; 
means operative as the crimping elements are 
retracted, to withdraw the cutting and fusing 
element against spring resistance out of the way 
of the tubing; detent means for locking the cut 
ting and fusing element in retracted position; 
means operative to release the detent means 
after the crimping elements have closed in upon 
the tube; and regulatable means for controlling 
the spring means to determine a de?nite time 
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interval for passage, of the cutting and fusing 
element through theconstriction. ‘ , g 

'7. In a bag making machine, means for lat 
erally contracting‘intermittently-advanced open 
thermo-plastic tubing at intervals of its length 
comprising opposing retractable crimping (ele 
ments adapted upon relative approach at ‘each 
actuation, to gather in the material of the tube 
circumferentially into a relatively short axial 
constriction; an electrically heated cutting ‘and 
fusing element; means for moving the, cutting 
and fusing element through a clearance be 
tween the crimping elements to sever thecon 
struction with incidental fusion andmintegration 
of the compressed tube material Within the con, 
striction; a. normally open switch in circuit with 
the cutting and fusing element; andv means an: 
tomatically operative as the cutting andiusing 
element begins its cutting movement, to close 
the switch, and to open the switch during the 
retractive movement of said element. ‘ p “ V ‘ 

8. In a bag making machine, means for later 
ally contracting intermittently-advanced open, 
thermo-plastic tubing at; intervalsof its length 
comprising opposing retractable crimping ele-, 
ments adapted upon relative approach at each 
actuation, to gather in the material of the tube 
circumferentially into a relatively, short axial 
constriction; an electrically heated cutting and 
fusing element‘; spring means for moving the 
cutting and fusing element through a clearance 
between the crimping elements to sever the con: 
striction with incidental fusion and, integration 
of the tube material in theconstriction; a nor 
mally open switch in circuit with the cuttingand 
fusing: element; means operativea-s the crimp 
ing elements are retracted, to withdraw thecut 
ting and fusing element‘against spring resistance 
out of the way of the tubing; ,detent means, for 
locking the cutting and fusing elementin ref 
tracted position, means operative after the 
crimping elementshave closed in upon the tube 
to trip the detent and thereby allow advanceof 
the cutting and fusing element by ‘the, spring 
means; regulatable means for controlling the 
spring means to ‘determine a de?nite time interg 
val for passage of thecutting and fusing element 
through they constriction; and means automati 
cally operative to close the switch as the cutting 
and fusing element begins its cutting movement, I 
and to open the switch during‘ the retractive 
movement of said element. , V 

9. In a bag ‘making and ?lling machine, a verg 
tically-arranged axially-hollow holder ‘for, sup, 
porting a length of ‘ longitudinally-,comp-acted, 
thermo-pla'stic tubing with capacity to ‘be drawn 
downward as needed for successive bags; a pair 
of horizontally-arranged opposing radially-re 
ciprocable bighted crimping elements at a level 
below the holder capable'of retraction to allow 
passage of the tube between them, and adapted 
upon relative approach at each actuation, to close 
in upon the tubing and circumferentiallyrcrimp 
it progressively for the ‘formation of av relatively 
short rounded axial constriction'of small diam 
eter; a heated element ‘with meansfor passing 
it through a clearance “between the crimping ele 
ments to sever the constriction transversely, with 
attendant fusion and integration of the com 
pressed tube material within the con?nes of the 
constriction, thereby to close and seal a previ 
ously ?lled bag and at the same time form, the 
bottom of a new ‘bag; a platform at a level ‘be: 
low the crimping elements to stop the tubing in 
its ‘descent upon retraction of the crimping ele 
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ments as articlesto be packaged are introduced 
into the tube from‘ above through, the holder; 
spring means for moving the crimpingelements 
to closed or clamping position; and a treadle with 
interposed linkage means for ,rietractingissid ele 
ments against spring resistancento“ clear the tub 
ing after severance of a constriction. 

l0,v ‘In a, bag makingand ?lling machine, a ver 
?nally-arranged axially-hollow holder for sup 
porting a length, of longitudinally-compacted 
thermo-plastigi tubing withcapacity'tobe drawn‘ 
downward‘as needed for successive bags; a pair 
of horigon'tallyfarranged opposing ‘radially-re 
ciprocable bighted crimping elements atia level 
below; the, holder capableoi retraction to allow 
passage of the‘tubebctween them, and adapted 
upon relative approach‘at each actuation, to close 
in upon the tubing and circumferentially crimp 
it progressively ‘for the formation of a relatively 
short rounded ,axial‘ccnstriction of ‘small diam 
eter; aheatedelement with means for passing 
it through a, clearance between the crimping ele 
ments to sever the constriction transversely, with 
attendant fusion and integration of the com 
pressed tubernaterial within the con?nes oi’ the 
constriction; thereby to close and seal a previ 
ously ?lled bag and at the same time form the 
bottom of anew bag;_ aplatiorm at a level below 
the crimping elements to stop the tubing in its 
descent upon retraction of the crimping elements 
as articles to be packaged are introduced into 
the tube .irom above through theholder; Shrine‘ 
means for moving the Q?mping elements to closed 
or clamping position; means for thereafter im 
parting additional inward movement to the 
crimping elements, to more, tightly compress the 
constriction during the pass of the cutting and 
fusing element; and means for retracting the 
crimping elementsaeainst spring resistance to 
clear the tubing after severance of the constric 
tion. , 

11.‘ In_ a bag‘mahing land ?lling machine, a 
vertically-arranged axially-hollow holder for sup 
porting‘ a length of, longitudinally-compacted 

" thermop-plastic tubing withcapacity to be drawn 
downward as needed for successive bags; a pair 
of horizontally-arranged opposing radially-recip 
rocable bighted crimping elements at a level below 
the holder capable of retraction to allow passage 
of the tube between them, and adapted upon rel: 
ative'approa'ch‘ at each actuation, to closein upon 
the tubing andcircumferentially crimp it pro~ 
gressively for the‘formation of a relativelyshort 
rounded axial‘ constriction of, small diameter; a 
heated element ‘with means‘ior passing it through 
a‘ clearance‘ between the crimping elements to 
sever the constriction transversely, with attend 
ant fus'ion and integration of the compressed tube 
material within the constriction, thereby to close 
and'seal, a previously ?lled bag ‘and at the ‘same 
time form‘ the bottom ‘of a new bag; a platform 
at a level below the‘ crimping elements to stop 
the ‘tubing "in its ‘descent upon retraction. of‘the 
crimping elements as articles‘to be packaged are 
introducedjinto'the tube from above through the 
holder; spring‘ means for urging the crimping ele 
ments, toward each, other into closed or clamping 
relation; a treadle with ‘interposed linkage‘con 
nectio‘ns‘for' imparting additional inward move 
ment to‘ the crimping elements to more tightly 
compress the‘constriction during the pass of the 
cutting and‘ fusing elements‘; and a, second treadle 
for reversely actuating the linkage means to re 
tract the crimping elements "against the spring 
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resistance to clear the tubing after severance of 
the constriction. 

12. In a bag making and ?lling machine, a 
vertically-arranged axially-hollow holder for 
supporting a length of longitudinally-compacted 
thermoplastic tubing with capacity to be drawn 
downward as needed for successive bags; a pair 
of horizontally-arranged opposing radially-recip 
rocable bighted crimping elements at a level be 
low the holder capable of retraction to allow pas 
sage of the tube between them, and adapted upon 
relative approach at each actuation, to close in 
upon the tubing and circumferentially crimp it 
progressively for the formation of a relatively 
short rounded axial constriction of small diame 
ter; a heated element with spring means for pass 
ing it through a clearance between the mold ele 
ments to sever the constriction transversely with 
attendant fusion and integration of the com 
pressed tube material within the con?nes of the 
constriction, thereby to close and seal a previously 
?lled bag and at the same time form the bottom 
of a new bag; a platform at a level below the 
crimping elements to stop the tubing in its de 
scent upon retraction of the crimping elements 
as articles to be packaged are introduced into 
the tube from above through the holder; means 
operative as the crimping elements are retracted 
to withdraw the cutting and fusing element 
against the spring resistance out of the path of r 
the tubing; detent means for locking the cutting 
and fusing element in retracted position; and 
means operative to release the detent means after 
the crimping elements have closed in upon the 
tubing. 

13. In a bag making and ?lling machine, a ver 
tically-arranged axially-hollow holder for sup 
porting a length of longitudinally-compacted 
thermoplastic tubing with capacity to be drawn 
downward as needed for successive bags; a pair 
of horizontally-arranged opposing radially-recip 
rocable bighted crimping elements at a level be 
low the holder capable of retraction to allow 
passage of the tube between them, and adapted 
upon relative approach at each actuation, to close 
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in upon the tubing and circumferentially crimp 7 
it progressively for the formation of a relatively 
short rounded axial constriction of small diam 
eter; a heated element with spring means for 
passing it through a clearance between the mold 
elements to sever the constriction transversely, 
with attendant fusion and integration of the com 
pressed tube material within the con?nes of the 
constriction, thereby to close and seal a previously 
?lled bag and at the same time form the bottom 
of a new bag; a platform at a level below the 
crimping elements to stop the tubing in its de 
scent upon retraction of said elements as articles 
to be packaged are introduced into the tube from 
above through the holder; means operative as the 
crimping elements are retracted to withdraw the 
cutting and fusing element against the spring 
resistance out of the path of the tubing; detent 
means for locking the cutting and fusing element 
in retracted position; means operative to release 
the detent means after the crimping elements 
have closed in upon the tubing; and regulatable 
means for controlling the spring means to pre~ 
determine a de?nite time interval for passage of 
the cutting and fusing element through the con 
striction. 

14. In a bag making and ?lling machine, a 
vertically-arranged axially-hollow holder for 
supporting a length of longitudinally-compacted 
thermo-plastic tubing with capacity to be drawn 

50 

60 

70 

12 
downward as needed for successive bags; a pair of“ 
horizontally-arranged opposing radially-recip 
rocable crimping elements at a level below the 
holder capable of retraction to allow passage of 
the tube between them, and adapted upon rela 
tive approach at each actuation, to close in upon 
the tubing and circumferentially crimp it pro 
gressively for the formation of a relatively short 
rounded axial constriction of small diameter; an 
electrically heated element with means for pass 
ing it through a clearance between the mold ele 
ments to sever the constriction transversely, with 
attendant fusion and integration of the com 
pressed tube material within the con?nes of the 
constriction, thereby to close and seal a previously 
?lled bag and at the same time form the bottom 
of a new bag; a platform at a level below the 
crimping elements to stop the tubing in its de 
scent upon retraction of said elements as articles 
to be packaged are introduced into the tube from 
above through the holder; a normally open switch 
in circuit with the cutting and fusing element; 
and means automatically operative as said ele~ 
ment begins its cutting movement, to close the 
switch, and to re-open the switch during re 
traction of said element. 

15. In a bag making and ?lling machine, a 
vertically-arranged axially-hollow holder for 
supporting a length of longitudinally~compactcd 
thermo-plastic tubing with capacity to be drawn 
downward as needed for successive bags; a pair 
of horizontally-arranged opposing radially-recip 
rocable crimping elements at a level below the 
holder capable of retraction to allow passage of 
the tube between them, and adapted upon relau 
tive approach at each actuation, to close in upon 
the tubing and circumferentially crimp it pro 
gressively for the formation of a relatively short 
rounded axial constriction of small diameter; an 
electrically heated element with spring means for 
passing it through a clearance between the mold 
elements to sever the constriction transversely 
with attendant fusion and integration of the com 
pressed tube material within the con?nes of the 
constriction, thereby to close and seal a previous 
ly ?lled bag and at the same time form the bot 
tom of a new bag; a platform at a level below the 
crimping elements to stop the tubing in its de 
scent upon retraction of said elements as articles 
to be packaged are introduced into the tube from 
above through the holder; a normally open switch 
in circuit with the cutting and fusing element; 
means operative as the crimping elements are re 
tracted to withdraw the cutting and fusing ele 
ment against spring resistance out of the way'of 
the tubing; detent means for locking the cutting 
and fusing element in retracted position; means 
operative after the crimping elements have closed 
in upon the tubing to release the detent means 
and thereby allow advance of the cutting and fus 
ing element by the spring means; regulatable 
means for determining a definite time interval 
for passage of the cutting and fusing element 
through the constriction; and means automati 
cally operative to close the switch as the cutting 
and fusing element begins its cutting movement, 
and for opening the switch during the retractive 
movement of said element. 

16. In a bag making and ?lling machine, a 
vertically-arranged axially-hollow holder for 
supporting a length of longitudinally-compacted 
thermo-plastic tubing with capacity to be drawn 
downward as needed for successive bags, said 
holder being perforated to permit escape of air 
trapped between its outer surface and the tubing ; 
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a pair of horizontally-arranged opposing radially 
reciprocable crimping elements at a level below 
the holder capable of retraction to allow passage 
of the tube between them, and adapted upon rela 
tive approach at each actuation, to close in upon 
the tubing and circumferentially crimp it pro 
gressively for the formation of a relatively short 
rounded axial constriction of small diameter; a 
heated element with means for passing it through 
the interval between the mold elements to sever 
the constriction transversely, with attendant 
fusion and integration of the compressed tube 
material within the con?nes of the constriction, 
thereby to close and seal a previously ?lled bag 
and at the same time form the bottom of a new 
bag, and a platform at a level below the crimping 
elements to stop the tubing in its descent upon 
retraction of said elements as articles to be pack 

10 

15 

14 
aged are introduced into the tube from above 
through the holder. 

JOHN P. GRADY. 
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